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n iifMfi AMENDMENTS 



1. (Currently Amended) A friction stir welding method according to which 
workpieces to be welded are positioned on a work-table ^ and by means of 
clamping meono (5, 6 ) device clamped to one another and/or to the work-table and 
according to which a rotating welding means (12, 13) is arranged to move along a joint 
between the workpieces v4h\\e being pressed against said workpieces during the 
welding, wherein additional heat Is supplied to the joint prior to and/or during the 
welding operation. In excess of the frictional heat generated in the joint from the 
rotation of the welding means and of any other heat that may be supplied to the joint 
in any other manner by the welding means. 

2. (Original) A method as claimed in claim 1, wherein pre-heating the joint to 
a maximum of 250*C below the fusion temperature of the material of the joint. 

3. (Currently Amended) A friction stir welding method according to which 
workpieces <373> to be welded are positioned on a work-table m and by means of 
clamping means (5, 6 ) dfiiUCfi clamped to one another and/or to the work-table and 
according to which a rotating welding means (12, 13) Is arranged to move along a joint 
between the workpieces while being pressed against said workpieces during the 
welding, wherein additional heat Is supplied to the joint prior to and/or during the 
welding operation. In excess of the frictional heat generated In the joint from the rotation 
of the welding means and of any other heat that may be supplied to the joint In any 
other manner by the welding means, and the joint is heated by a heating- 
element positioned underneath the joint. 

4. (Currently Amended) A method as claimed in claim 1, wherein the 
joint Is supported by a subjacent backing device meang f?^ which is 
preheated to a temperature In excess of lOO'C. 

5. (Currently Amended) A method as claimed in claim 4, wherein the 
backing d£i£i££ mea«9 Is heated to a temperature In the range of 150-250'C. 

6. (Currently Amended) A method as claimed in claim 4, wherein the backing 
dfiylsamedfts is heated to a temperature In the range of 500-lOOO'C. 

7. (Currently Amended) A method as claimed in claim 6, wherein the backing 
device f«ea*« W is heated by a heating coll ^ built into the backing devise 
means . 
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8. (Currently Amended) An apparatus ^ for friction stir welding, comprising 
a work-table supporting worl^pleces (2,3) to be welded, at least one clamping 
means (5,6) device for clamping the workpieces to one another and/or to the work- 
table, and a welding means (12,13) adapted to be advanced along a Joint between 
the workpieces while being pressed against said workpieces during the welding, 
whcrelfi and a heating element for supply of additional heat to the joint prior to 
and/or during the welding operation, in excess of the frictional heat generated in the 
joint from the rotation of the welding means and of any other heat that may be 
supplied to the joint in any other manner by the welding means. 

9. (Currently Amended) An apparatus ^ for friction stir welding, comprising 
a work-table ^ supporting workpieces (2,3) to be welded, at least one clamping 
means (5,6) device for damping the workpieces to one another and/or to the work- 
table, a welding means (12, 13) adapted to be advanced along a joint between the 
workpieces while being pressed against said workpieces during the welding and, tJi^ 
apparatus comprises a heating element positioned underneath the joint wh e r ei n 
0 heating c l ement (70) for supply of additional heat to the joint prior to and/or during 
the welding operation, in excess of the frictional heat generated in the joint from the 
rotation of the welding means and of any other heat that may be supplied to the joint in 
any other manner by the welding means. 

10. (Currently Amended) An apparatus as claimed \n claim 8, wherein a 
backing device means positioned underneath the joint. 

11. (Currently Amended) An apparatus as claimed in claim 10, wherein the 
backing device m e an£3 is adapted to be heated by the heating element 

12. (Currently Amended) An apparatus as claimed in claim 11, wherein the 
heating element Is a heating coll built into the backing (jevK.S f«e^f^ 

13. (Previously Presented) A method as claimed in claim 3, further comprising 
the step of pre-heating the joint to a maximum of 250°C below the fusion temperature 
of the material of the joint. 

14- (Currently Amended) A method as claimed in claim 13, wherein the joint 
is supported by a subjacent backing device means which is preheated to a 

temperature in excess of 100**C» 
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15 (Currently Amended) A friction stir welding method according to which 
workpieces to be welded are positioned on a work-table m and by means of 
Clamping ...c ano (5, 6 ) ^ clamped to one another and/or to the work-table and. 
according to which a rotating welding means f*er^ *s arranged to move along a jo.nt 
between the workpleces while being pressed against said workpleces during the 
welding, wherein additional heat Is supplied to the Joint prior to and/or during the 
welding operation, in excess of the frictlonal heat generated in the joint fHom the rotation 
of the welding means and of any other heat that may be supplied to the Joint in any 
other manner by the welding means, and the joint is supported by a subjacent 
backing devise W which Is preheated to a temperature in excess of 

lOO'C. 

16 (Currently Amended) A method as claimed in claim 15. wherein the 
backing d^"^^^' >5 t^^^^ed to a temperature in the range of 150-250 C. 

17 (Currently Amended) A method as claimed in claim 15. wherein the 
backing dfiyi££ meaf« is heated to a temperature in the range of 500-1000 C. 

18 (Currently Amended) A method as claimed In Claim 15, wherein the 
backing d^ me^ «s heated by a heating coil built into the backing 

19. (currently Amended) An apparatus as claimed in claim 9, wherein a 
backing dfiJ£i££ ^ positioned underneath the joint. 

20 (Currently Amended) An apparatus as claimed in claim 19, wherein the 
backing d^ meaf^ W is adapted to be heated by the heating element 

21 (Currently Amended) An apparatus as claimed in claim 20, wherein the 
heating element is a heating coil W built into the backing dsidfifi me*«* W- 

22 (New) A friction stir welding method according to which workpleces to be 
welded a;e positioned on a work-table and by means of clamping device damped to 
one another and/or to the work-table and according to which the start of the weld ng. 
operation is Initiated by inserting a. rotating welding means into a jo.nt an^^then. 
moving said welding means along the joint between the workpleces 

welding means against said workpleces during the welding, 

supplied to the joint in excess of the frictional heat generated in the jo.nt from the 
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rotation of.the welding means and of any other heat that may be supplied to the joint 
in any other manner by the welding means and wherein said additional heat is supplied 
by a heating element capable of supplying heat to the Joint prior to and during th^ 
welding operation. 

23. (New) A method as claimed in claim 22 wherein the joint is pre-heated to a 
maximum of 250'C below the fusion temperature of the material of the joint. 

24. (New) A method as claimed in claim 22 wherein the joint is heated by 
a heating element positioned underneath the Joint. 

25. (New) A method as claimed In claim 23 wherein the joint is heated 
by a heating element positioned underneath the joint. 

26. ((vjew) A method as claimed in claim 22 wherein the joint Is 
supported by a subjacent bacl<ing device which Is preheated to a temperature 
in excess of 100*'C. 

27. (New) A method as claimed in claim 26, wherein the backing 
device is heated to a temperature in the range of 150-250''C. 

28. (New) A method as claimed in claim 26, wherein the backing device Is 
heated to a temperature m the range of 500-1000''C. 

29. (New) A method as claimed in claim 26, wherein the backing device is 
heated by a heating coll built into the backing device. 

30. (New) A method as claimed in claim 27, wherein the backing device Is 
heated by a heating coW built Into the backing device. 

31. (New) A method as claimed in claim 28, wherein the backing device is 
heated by a heating coil built into the backing device. 

* •32'. (New) An apparatus for friction stir welding, comprising a.wdrk-table * 
supporting workpieces to be welded, at least one clamping device for clamping- the 
workpieces to one another and/or to the work-table, and a welding means adapted to 
be advanced along a.joint between the workpieces. while being. pressed agalnst^sald* 
workpieces during the welding, said apparatus further comprising a heating element- 
capable of Supplying additional heat to the joint at any time prior to and during the 
welding operation, in excess of the frictional heat generated in the joint from the 
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rotation of the welding means and of any other heat that may be supplied to the joint 
in any other manner by the weiding means and wherein the start of the welding 
operation is considered to be the instant when the weiding probe is inserted into the 
•joint. 

33. (New) An apparatus as claimed in claim 32 further wherein the heating 
element Is positioned underneath the Joint. 

34. (N?w) An apparatus as claimed in claim 32 wherein a backing device Is 
positioned underneath the joini, 

35. (New) An apparatus as claimed in claim 32 wherein, tlr^e backing device is 
adapted to be heated by the heating element, 

36. (New) An apparatus as claimed in claim 35, wherein the heating element 
is a heating coll built into the backing device, 

37. (New) An apparatus as claimed in claim 32 wherein the heating element 
is adapted to heat the joint to a maximum of 250^^0 below the fusion temperature of 
the material of the joint. 
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